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Fig.7 Schematic diagram of grinding rod of metal-ceramic composite structure
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Review on Precision Grinding of Internal Threads

LI Shuai', WU Guicheng"?, AN Yuquan', GUO Bing', ZHAO Qingliang’, WU Wenwei’
(1.School of Electromechanical Engineering, Harbin Institute of Technology, Harbin 150001, China;
2. CASC Sichuan Aerospace Fenghuo Servo Control Technology Co.,Ltd., Chengdu 611130, China)

[ABSTRACT]

Mainly aimed at the precision grinding processing technology of internal thread, the research results of the

existing internal thread grinding processing technology are introduced from the aspects of grinding wheel section design,

grinding rod research, grinding wheel dressing and grinding technology. The advantages and disadvantages of the grinding

wheel section design analysis method and the computer aided design method are analyzed. The method of reducing the

vibration of the internal thread grinding rod and improving the dressing accuracy of the internal thread grinding wheel is

briefly described. The research on tool setting, process parameters, ultrasonic vibration assisted grinding and grinding force

in the process of internal thread processing is introduced. The development status of internal thread grinding processing

technology is summarized, and the future development direction of internal thread grinding processing technology is

prospected.

Keywords: Internal thread grinding; Grinding wheel profile design; Grinding wheel rod; Dressing of grinding wheel,;

Grinding processing
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